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A Study for Quality Stabilization of Ball-Seat -1l
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ABSTEKACT

Nowadays the amount of plastic products is increasing in modern nduslry. Plastic materials are
continucusly developed to satisfy the mechamcal, physical, and chemiczl properfies. The mereasing
application of plastic parls in automobile and aerospace industries 1s due to the facl that it can reduce
the structural weight and can lessen the environmental contamination. Among many manulacturing
technologies for plastic parts, the injeclion molding process is very allractive because ol its low cost
and shorl production tlime. Through various analyses of resin flow and molding process for the
conventional gate and cooling mechanism, a new type of mold was designed which had different gate
Iocation and cooling systems Newly designed ball seat has an excellent performances, ie. diminished
weld-line, residual stress density, higher magnitude less crack propagation and smaller dimensional

conlraclions effect.
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Fig. 1 gate and colling system

Photo. 4 Lower plate of injection mold
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